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1
SOFT PLASTIC INSERT FOR USE IN
PROTECTIVE CASE

CROSS-REFERENCE TO RELATED
APPLICATIONS

The present invention claims the benefit under 35 U.S.C.
119(e) of U.S. Provisional Patent Application Ser. No.
60/908,508, filed on Mar. 28, 2007, entitled Plastic Case With
Soft Plastic Insert, the entirety of which is incorporated by
reference herein.

FIELD OF THE INVENTION

The present invention relates to plastic cases. More spe-
cifically, the invention relates to an insert for storing articles
to be received in a protective case.

BACKGROUND OF THE INVENTION

The use of blow-molding as a method for manufacturing
various sorts of articles is generally well known. Typically,
this process involves the use of a mold consisting of two
separate halves or portions having cavities of particularly
desired shapes and sizes. Usually, one extrudes a large-diam-
eter, sealed tube of molten material (commonly referred to as
a “parison”), places the parison between the mold halves, and
closes the mold around the parison. The parison is often made
of'a thermoplastic material. Fluid pressure is then introduced
into the parison via an opening, forcing the molten parison
against the walls of the cavities, conforming the parison to the
shape thereof. The pressure is maintained until the molten
material cools and solidifies. The pressure is then released,
the mold halves are pulled apart, and the hardened article is
ejected therefrom.

The process of blow-molding is commonly employed to
manufacture double wall cases. By producing cases in this
manner, one is able to produce a device that is capable of
carrying and protecting tools or other articles that has a mul-
titude of desirable physical characteristics—such as rigidity,
scuff resistance, and impact absorption—yet that is relatively
inexpensive to manufacture. Many such cases are capable of
being sealingly closed so as to protect the contents of the case
from the environment external to the case, including such
elements as moisture and dirt.

In some instances, such cases are formed as single-piece
cases using the process described above, where one mold half
forms the exterior of both the base and 1id portions of the case,
while the other mold half forms the interior of both the base
and lid portions. Usually, the mold half forming the exterior
of'the case forms a wall with a smooth, attractive shape, while
the mold half that forms the interior of the case is often
molded with compartments to hold specific contents. In other
instances, the process described above can be used to sepa-
rately create the base and lid portions of the case, which can
subsequently be connected together.

Though such cases are generally well known in the art,
efforts have been made to increase the carrying capacity of
such cases while reducing the size of the case, as attempts to
increase the interior space of the case can quickly increase the
weight and size of the case due to its double wall nature.
Accordingly, it has been suggested to cut out sections of the
interior walls of the case in order to utilize the wasted volume
of space between the double walls. In some instances, the
majority of the interior wall is cut out in order to maximize the
interior volume ofthe case. By taking such measures, the case
can be made smaller in light of the fact that this previously
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unused space is now being used to house the objects being
carried in the case. Moreover, by removing sections of the
walls, the case also decreases significantly in weight.

For example, U.S. Pat. Nos. 3,317,955 and 3,327,841 to
Schurman, et al., disclose cases in which a portion of the case
wall is cut out after blow-molding. Specifically, the *955
patent, which discloses the earliest known double wall blow-
molded case, illustrates a rectangular cutout of most of the
inside wall of the base portion. Similarly, the *841 patent
discloses a partial cutout shaped to accommodate the outline
of a pistol-type soldering gun, where the gun is further sup-
ported by a cradle molded in the outside wall of the base
portion of the case, while the space under the uncut portion of
the inside base is usable for storage of an electric cord,
thereby facilitating the use of what was previously wasted,
unused space. In these particular examples, because the blow
molding process involves the use of a parison with a continu-
ous, unbroken surface (and thus, the mold itself cannot pro-
duce any holes in the blow-molded wall other than the hole or
holes through which the fluid pressure is introduced), a sec-
tion of the case wall is cut or burned after the blow molding
process is completed and the case has been ejected from the
mold. For example, cutting the inner wall was often accom-
plished with the use of a small circular saw blade mounted to
a router and guided by a molded vertical lip surrounding the
area to be cut. The router was fixed and the case was moved
around the router axis by hand or by mechanical means.
Round holes were often cut with hole saws, or occasionally,
were burned.

Another, more improved method of removing a section of
the inner wall of the case is to punch a hole in this wall during
the blow molding process. Examples of such a method are
disclosed in U.S. patent application Ser. Nos. 10/958,824 and
11/105,721, each of which is assigned to the assignee of the
present application and the disclosures of these applications
are incorporated herein by reference. In these varieties,
punches are used during the blow-molding process to produce
the desired holes. The punch, when in an unactivated position,
forms a portion of mold surface, against which the walls of the
blow molded case are blown. Then, at a predetermined inter-
val, before the walls of the case are fully hardened, the punch
is moved to an activated position, creating a hole in the wall of
the case.

Once portions of the interior walls of the case have been
removed, it is customary for the case maker to provide means
to store, organize, and protect articles to be placed in the case.
For example, in many instances, a foam insert will be placed
in the case. The foam insert often has cut out portions which
are shaped to correspond to the shape of articles intended to
be placed therein. The foam serves to protect the articles by
preventing them from repeatedly colliding with the walls of
the case or against other articles present in the case. The foam
also allows for better organization of articles in the case, since
each article can be secured in a separate cut out. Foam inserts
are often chosen to store valuable articles which are desired to
be preserved in a pristine condition, such as firearms, figu-
rines, glassware, or optical equipment.

An example of the use of a foam insert is shown in U.S. Pat.
No. 5,009,088 to Cislo. The Cislo patent discloses the use of
apiece of foam rubber that has a recess shaped to correspond
to the outline of a handgun. The piece of foam rubber is placed
in a case that would be made of a strong and stiff material. For
storage and protection of the handgun, the handgun is placed
in the foam rubber inside the case and the case is closed.

Unfortunately, there are significant drawbacks to using
foam inserts inside such cases for storing, protecting, and
preserving articles. A primary drawback is that foam inserts
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have a tendency to retain moisture. Because many protective
cases are nearly sealed or completely sealed when closed,
moisture that is present inside the case will be unable to
escape. Further, due to the nature and intended use of the
cases, they are rarely, if ever, open for a period of time that
would be adequate to allow the moisture to evaporate. Thus,
if a foam insert becomes wet, it will often retain the moisture
indefinitely if the owner of the case is unaware of'its presence.

As one of skill in the art will readily appreciate, the pres-
ence of moisture can have deleterious effects on the articles
stored and intended to be preserved in the cases, particularly
if such articles are made of metal. For example, articles such
as firearms must be stored in a nearly moisture-free environ-
ment if they are to be pristinely preserved. It is therefore
important for the owner of such an article and case to be able
to ensure that there is no retained moisture in the case. Ensur-
ing that a foam insert is entirely moisture free is time con-
suming.

What is needed then, is an insert for storing and protecting
articles that will not retain moisture and that can be easily
cleaned and dried. The insert should also be lightweight and
not bulky or burdensome to carry or transport. The insert
should provide adequate cushioning of the articles that are
intended to be stored so as to prevent damaging of the articles.
The insert should be simple and inexpensive to manufacture
in large quantities.

SUMMARY OF THE INVENTION

It is an object of the present invention to provide an insert
to store and protect articles placed therein.

It is yet another object of the present invention to provide
an insert to store and protect articles that will not retain
moisture.

It is yet another object of the present invention to provide
an insert to store and protect articles that is easily cleaned and
dried.

It is still another object of the present invention to provide
an insert to store and protect articles that is lightweight and
not cumbersome to carry or transport.

It is still a further object of the present invention to provide
an insert that provides adequate cushioning of articles that are
intended to be stored so as to prevent damaging of the articles.

It is yet a further object of the present invention to provide
an insert to store and protect articles that is simple and inex-
pensive to manufacture in large quantities.

These and other objects are accomplished by the present
invention which provides, according to one embodiment, a
case for housing at least one object, comprising a base por-
tion, a lid portion, and a hollow insert. The base portion
comprises a first cavity. The lid portion is connected by a
hinge to the base portion and comprises a second cavity. The
hollow insert comprises external walls, is shaped to be receiv-
able in one of the first cavity or the second cavity and at least
one external wall has at least one recess shaped to receive the
at least one object. The external walls of the hollow insert
have a lower stiffness than the base portion and the lid portion.

In some embodiments, the base portion and the lid portion
are formed by blow-molding. In some embodiments, the hol-
low insert is formed by blow molding. In some embodiments,
the hollow insert is a first hollow insert and the case further
comprises a second hollow insert that is receivable in the
other of'the first cavity or the second cavity. In some embodi-
ments, the second hollow insert is shaped to press against the
object when the object is received in the recess of the first
hollow insert. In some embodiments, the base portion, the lid
portion, and the hollow insert comprise thermoplastic mate-
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rials. In some embodiments, the recess is shaped to corre-
spond to the outline of the at least one object so that the recess
secures the at least one object by friction. In some embodi-
ments, the interior of the hollow insert formed by the external
walls is sealed to the environment external to the hollow
insert. In some embodiments, the pressure inside the hollow
insert is greater than 1 atmosphere. In some embodiments, the
interior of the hollow insert formed by the external walls is in
fluid communication with the environment external to the
hollow insert.

According to a second embodiment of the present inven-
tion, an insert receivable within a protective case for holding
at least one object is provided, comprising a bottom wall, a
plurality of side walls, and a top wall. The top wall having at
least one recess shaped to correspond to the outline of the at
least one object for receiving the at least one object. The
bottom wall, side walls, and top wall form a hollow interior of
the insert. The bottom wall, side walls, and top wall are less
stiff than the case within which the insert is received so as to
provide cushioning to the object.

In some embodiments, the interior of the insert is sealed to
the environment exterior to the insert. In some embodiments,
the pressure in the interior of the insert is greater than 1
atmosphere. In some embodiments, the insert further com-
prises an opening such that the interior of the insert is in fluid
communication with the environment exterior to the insert. In
some embodiments, the insert comprises a thermoplastic
material.

According to a third embodiment of the present invention,
a method for producing a case comprising an external shell
and an insert for storing at least one object is provided, com-
prising the steps of: molding a base portion and a lid portion
of the external shell; forming a cavity in one of the base
portion or the lid portion of the external shell; molding a
hollow insert shaped to be receivable in the cavity; and plac-
ing the hollow insert in the cavity in the base portion of the
external shell. Where the hollow insert comprises a bottom
wall, a plurality of side walls, and a top wall which together
form a hollow interior of the insert, such that the bottom wall,
side walls, and top wall have a lower stiffness than the exter-
nal shell.

In some embodiments, the step of molding a base portion
and a lid portion of an external shell comprises blow-molding
the base portion and the 1id portion of the external shell using
a single mold. In some embodiments, the step of forming a
cavity in one of the base portion or the lid portion of the
external shell comprises removing a section of a surface of
one of the base portion or the lid portion. In some embodi-
ments, the step of molding a hollow insert comprises blow-
molding. In some embodiments, the step of molding a base
portion and a lid portion of an external shell comprises: blow-
molding the base portion using a first mold; blow-molding the
lid portion using a second mold; and joining the base portion
and the lid portion by a hinge.

The present invention thus provides a hollow insert for use
within a protective case, where the material used to form the
insert is less dense, and therefore less stiff, softer, and more
flexible than the material used to form the protective case. The
materials, which are often thermoplastic materials, are easily
cleaned and dried. The inserts and protective cases are often
made using a blow-molding process and are therefore simple
and inexpensive to manufacture in large quantities. The insert
can be used in place of the prior art foam inserts and serves to
protect the stored articles by preventing them from repeatedly
colliding with the walls of the protective case or against other
articles present in the case.
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BRIEF DESCRIPTION OF THE FIGURES

FIG. 1 is an isometric view of an insert according to the
present invention.

FIG. 2 is an isometric view of a second insert according to
the present invention.

FIG. 3 is a front view of a plastic case for receiving the
insert of FIG. 1, shown in a closed position.

FIG. 3A is atop view of the plastic case of FIG. 3 ina closed
position.

FIG. 3B is a bottom view of the plastic case of FIG. 3 in a
closed position.

FIG. 41s a front view of the plastic case of FIG. 3 in an open
position, showing internal cavities for receiving the insert of
FIG. 1 and the insert of FIG. 2.

FIG. 5 is a front view of the plastic case of FIG. 1 in an open
position with one insert partially removed.

FIG. 6 is an isometric view of the interior of the plastic case
of FIG. 3 in an open position showing the inserts of FIGS. 1
and 2 received in internal cavities of the case.

FIG. 7 is a schematic diagram showing a method for pro-
ducing a protective case according to the present invention.

DETAILED DESCRIPTION OF THE FIGURES

An exemplary embodiment of the present invention will
now be described with reference to the Figures. FIG. 1 shows
an insert 10 according to one exemplary embodiment of the
present invention. The insert 10 is intended to fit within a
protective case (as described below) and has recesses 18a,
184, and 18c¢ for receiving objects. Insert 10 may be consid-
ered a “base” insert in that it is intended to be placed in the
“base” portion of a protective case. FIG. 2 shows a second
insert 11 that may be considered a “lid” insert because it is
intended to be placed in the “lid” portion of a protective case.
This relationship will be described in more detail below.

Base insert 10 and lid insert 11 are generally hollow struc-
tures and are generally formed of a thermoplastic material
such as polyethylene, polypropylene, engineering grade resin
orthelike. The base insert 10 and the lid insert 11 shown in the
Figures were formed by a blow-molding process, such as
extrusion blow-molding, injection blow-molding, or stretch
blow-molding. One of'skill in the art will recognize, however,
that other, similar molding or formation processes may be
employed to make the inserts according to the present inven-
tion, such as injection molding, rotational molding, or various
types of thermoforming like vacuum forming or pressure
forming, so long as the desired structural and performance
characteristics of the inserts are achieved.

The base insert 10 has external walls including four side
walls, including 41a and 415 (only these side walls are visible
in FIG. 1), top wall 42, and a bottom wall (not visible in FIG.
1) and is hollow within these external walls. The base insert
10 has shaped recesses 18a, 185, and 18¢ formed in the top
wall 42 to receive and securely hold articles to be stored. In
the exemplary embodiment shown in the Figures, the recesses
18a, 185, and 18¢ are shaped to correspond to the outline of
the article intended to be stored by the insert. The recesses
18a, 18b, and 18¢ of base insert 10 are shaped to hold a pistol
at 18a and two ammunition magazines at 185 and 18¢. How-
ever, many types of articles can be stored in inserts according
to the present invention by carefully shaping the recesses 18a,
185, and 18¢. The recesses 184, 185, and 18¢ or any additional
recesses can be dimensioned so that the article to be stored is
securely held in the recess by the friction between the outline
of'the article and the side surfaces of the recess. This arrange-
ment can help to prevent unwanted movements by the article
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within the case. The recesses can even be dimensioned so as
to prevent the article from falling from the recess when the
insert is completely inverted. In other embodiments, the insert
is provided with other mechanisms known to those of skill in
the art for retaining articles in the recesses. Examples include
straps or small plates or rods that are attached to the insert by
hinges or other mechanisms that allow pivoting. Press-fit
snaps, hook-and-loop, or similar means are used to secure the
retaining mechanisms.

In the embodiment shown in FIG. 2, lid insert 11 does not
have recesses such as the recesses 18a, 185, and 18¢ formed
in base insert 10. Instead, lid insert 11 has a smooth, outward
facing surface 13. This outward facing surface 13 faces, or is
even pressed against, the portion of the base insert 10 where
the recesses 18a, 1856, and 18¢ are formed and, thus, where the
articles are stored. Therefore, in some embodiments, the lid
insert 11 may be used to apply a selected degree of pressure to
the stored articles to help prevent the articles from moving.
The surface 13 can also be shaped to include projections or
contours that correspond to the shape of the articles to be
stored in the base insert 10 to provide additional storing
security.

The material, which is most often a thermoplastic material,
used for creating the inserts 10 and 11 is selected such that the
inserts will provide adequate protection to the articles to be
held by the inserts and stored in the case. The material must be
sufficiently flexible, soft, and elastic to provide cushioning
and shock absorption protection to the stored articles against
movements and vibrations. The hollow nature of the inserts,
the material out of which they are formed, and/or the process
by which they are formed create the desired characteristics to
provide this protection. In the embodiment shown in the
figures, both the base insert 10 and the lid insert 11 are formed
of the same material and work together to protect the stored
articles. In other embodiments, two inserts to be used ina case
are made of different materials. The material selected for
creating both base insert 10 and lid insert 11, while not nec-
essarily the same material, will generally have similar prop-
erties. For example, the material will be easy to clean and dry
and will be unlikely to retain moisture that will not be easily
detectable by a person using the inserts.

Both the base insert 10 and the lid insert 11 include breather
holes 30 and 31, respectively, as shown in FIGS. 1 and 2. In
the embodiment shown, the breather holes 30 and 31 are the
parison openings that were used during the process of manu-
facturing the inserts 10 and 11. In FIG. 1, the breather hole 30
is open and allows the air pressure within the base insert 10 to
remain roughly equal to that of the surrounding atmosphere.
On the other hand, the breather hole 31 on the lid insert 11 is
closed, making the interior of lid insert 11 sealed from the
external environment. In this embodiment, the interior of lid
insert 11 is pressurized so that its internal pressure is higher
than that of the surrounding, external environment. This
arrangement provides additional cushioning to any stored
articles. The amount of pressure supplied in the inserts can be
varied according to the amount of shock absorption desired
for the insert. In other embodiments, both the base insert 10
and the lid insert 11 are sealed and pressurized. Whether to
seal the insert and the amount of internal pressure supplied to
the insert will depend on the articles intended to be stored.

FIGS. 3, 3A, 3B, 4, 5, and 6 show various views of the
protective case 20 for receiving the inserts 10 and 11. In the
embodiment shown, the case 20 is formed of a thermoplastic
material such as polyethylene, polypropylene, engineering
grade resin or the like. In the embodiment shown, the case 20
was formed by a blow-molding process, such as extrusion
blow-molding, injection blow-molding, or stretch blow-
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molding. One of skill in the art will recognize, however, that
other molding or formation processes may be employed to
make the case 20, such as injection molding, rotational mold-
ing, or various types of thermoforming like vacuum forming
or pressure forming.

The case 20 and the inserts 10 and 11 are formed of gen-
erally similar materials and by similar processes, but there are
important differences between their final structures. As
described above, the inserts 10 and 11 are adequately soft and
flexible to protect the stored articles against vibration and
shock. The walls of the case 20, on the other hand, are harder
and more rigid. Often, the material chosen for making case 20
is denser than that of the inserts 10 and 11 and has greater
stiffness. In other embodiments, the thickness of the walls
and/or the process of manufacture provides the necessary
hardness, rigidity, and resiliency for the case 20. Thus, the
case 20 will provide protection against perils such as thrown
objects, sharp objects, dropping, and the like. The softer, less
stiff material of the inserts 10 and 11 will be far less likely to
damage the articles placed in the case than the more rigid
material of the case 20.

FIGS. 3, 3A, and 3B show the case 20 in a closed position,
while FIGS. 4, 5, and 6 show the case 20 in an open position.
FIG. 3 shows the front side of the case 20, and the lid portion
24. FIG. 3 shows that the case 20 has a handle 21, which is
shaped for comfortable gripping by a person’s hand. The
handle 21 has a hole 22 for receiving a lock of some kind so
that the case can be locked in a closed position. As shown
clearly in FIGS. 4, 5, and 6, the handle 21 is formed in two
halves, one on the lid portion 24 and one on the base portion
25. In other embodiments, of course, the handle is formed on
only one of the base or lid portions. The external surfaces of
the case 20 may include a design or logo for purposes of
identifying the case or the articles stored inside.

The case 20 has latches 23a and 235, shown in FIGS. 3 and
3 A, for securing the case 20 in the closed position. The latches
23a and 235 are attached to the 1id portion 24 by hinges and
are designed to engage with projections 29« and 295 (shown
in FIGS. 4 and 6) on the base portion 25 of the case 20. The
latches 23a and 235 may be formed of any suitable material,
such as thermoplastic, metal, or the like.

FIG. 3A shows a top view of the case 20 and the latches 23a
and 23b are clearly visible in their closed position. Both the
base portion 25 and the lid portion 24 are visible in FIG. 3A.
FIG. 3B shows a bottom view of the case 20. Both the lid
portion 24 and the base portion 25 have protrusions to allow
the case to be stood on end on a flat surface. Lid portion 24 has
protrusions 26a and 265 which work in conjunction with
protrusions 27a and 27b on the base portion 25 to allow the
case 20 to stand on end when it is in a closed position.

FIG. 3B also shows a hinge 28 that connects the lid portion
24 and the base portion 25. The hinge 28 shown in FIG. 3B is
simply a flexible piece of thermoplastic that was attached to
the lid portion 24 and base portion 25 after manufacturing.
Alternatively, the lid portion 24 and base portion 25 may be
formed from a single parison, as described above, with a
single mold designed to shape the case with the hinge 28.
Alternative hinge types and designs are of course utilized on
other embodiments, as one of skill in the art will appreciate.

FIG. 4 shows the interior of case 20. Base portion 25 has a
cavity 35 for receiving the base insert 10. Lid portion 24 has
a cavity 36 for receiving the lid insert 11. The outer rims 37
and 38 of the cavity 35 and the cavity 36, respectively, are
dimensioned to securely hold the inserts 10 and 11 in place
within the case 20. FIG. 4 shows that the majority of the
interior surfaces of the case 20 have been removed through
punching, cutting, burning, or the like in order to increase the
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usable volume of the case. In other embodiments, smaller
portions of the internal surfaces may be removed and smaller
flexible inserts used. In still other embodiments, none of the
internal surfaces are removed from the case 20 such that the
case 20 retains a true “double-walled” nature. In these
embodiments, the cavities are simply formed in the interior
surfaces of the double-wall case.

FIG. 5 shows the case 20 with the lid insert 11 secured in
the lid portion 24 and the base insert 10 adjacent to the cavity
35 of base portion 25. Both the base insert 10 and the lid insert
11 may be easily removed from the case 20 for cleaning,
drying, or replacement with an alternative insert. As stated
above, the material used to create base insert 10 and lid insert
11 is selected to be quick drying and not likely to retain
moisture. FIG. 6 is a perspective view of the case 20 with both
the lid insert 11 and the base insert 10 secured in their respec-
tive portions 24 and 25. Each insert is carefully fit in the
cavities 35 and 36 so that neither will unintentionally fall out.

FIG. 7 shows a method for producing a protective case
according to the present invention. The protective case com-
prises the case 20 and at least one insert 10 as shown in the
figures. The case 20 can be thought of as an external shell to
the insert. First, at step 101, the external shell comprising a
base portion and a lid portion is molded, often using a process
of blow-molding. In some embodiments, the external shell,
comprising the base portion and lid portion, is molded using
a single mold. In other embodiments, the base portion and the
lid portion are molded separately using two different molds.
When the base and lid portions are molded separately, they
must be subsequently joined by a hinge.

Next, at step 102, the internal surfaces of the base portion
and/or the 1lid portion are removed to form one or more cavi-
ties in the base and/or lid portions. This increases the volume
of the external shell and, consequently, of the case. In some
embodiments, the cavities in the external shell are formed, not
by removing surfaces from the base and/or lid portions, but
simply by the molding at step 101. One or more cavities can
be formed by selecting the desired mold shape.

At step 103, the hollow insert is molded, often using a
process of blow-molding. The hollow insert is shaped and
dimensioned to fit in one of the cavities formed in the base
and/or 1id portions during steps 101 and/or 102. One of the
walls of the hollow insert is provided with at least one recess
for holding an object to be stored in the case.

At step 104, the hollow insert is placed in a cavity of the
base portion or the lid portion of the external shell. The
protective case is then useful for protecting objects. The hol-
low inserts are easy to clean and dry and, due to their sofiness
and flexibility, provide cushioning to the objects stored
therein.

Although the invention has been described with reference
to a particular arrangement of parts, features and the like,
these are not intended to exhaust all possible arrangements or
features, and indeed many other modifications and variations
will be ascertainable to those of skill in the art.

What is claimed is:

1. A case for housing at least one object, comprising:

a base portion comprising a first cavity;

a lid portion connected by a hinge to the base portion and

comprising a second cavity;

a hollow insert comprising external walls, wherein the
hollow insert is shaped to be receivable in one of the first
cavity or the second cavity and at least one external wall
has at least one recess shaped to receive the at least one
object; and

wherein the external walls of the hollow insert have a lower
stiffness than the base portion and the lid portion.
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2. The case of claim 1, wherein the base portion and the lid
portion are formed by blow-molding.

3. The case of claim 1, wherein the hollow insert is formed
by blow-molding.

4. The case of claim 1, wherein the hollow insert is a first
hollow insert and the case further comprises a second hollow
insert that is receivable in the other of the first cavity or the
second cavity.

5. The case of claim 4, wherein the second hollow insert is
shaped to press against the object when the object is received
in the recess of the first hollow insert.

6. The case of claim 1, wherein the base portion, the lid
portion, and the hollow insert comprise thermoplastic mate-
rials.

7. The case of claim 1, wherein the recess is shaped to
correspond to the outline of the at least one object so that the
recess secures the at least one object by friction.

8. The case of claim 1, wherein the interior of the hollow
insert formed by the external walls is sealed to the environ-
ment external to the hollow insert.

9. The case of claim 8, wherein the pressure inside the
hollow insert is greater than 1 atmosphere.

10. The case of claim 1, wherein the interior of the hollow
insert formed by the external walls is in fluid communication
with the environment external to the hollow insert.

11. An insert receivable within a protective case for holding
at least one object, the protective case comprising an external
shell and said insert comprising:

a bottom wall;

a plurality of side walls; and

atop wall, having at least one recess shaped to correspond

to the outline of the at least one object for receiving the
at least one object;

wherein the bottom wall, side walls, and top wall form a

hollow interior of the insert; and

wherein the bottom wall, side walls, and top wall are less

stiff than the external shell of the case within which the
insert is disposed so as to provide cushioning to the
object.
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12. The insert of claim 11, wherein the interior of the insert
is sealed to the environment exterior to the insert.

13. The insert of claim 12, wherein the pressure in the
interior of the insert is greater than 1 atmosphere.

14. The insert of claim 11, further comprising an opening
such that the interior of the insert is in fluid communication
with the environment exterior to the insert.

15. The insert of claim 11, wherein the insert comprises a
thermoplastic material.

16. A method for producing a case comprising an external
shell and an insert for storing at least one object, comprising
the steps of:

molding a base portion and a lid portion of the external

shell;

forming a cavity in one ofthe base portion or the lid portion

of the external shell;

molding a hollow insert shaped to be receivable in the

cavity, comprising a bottom wall, a plurality of side
walls, and a top wall which together form a hollow
interior of the insert, such that the bottom wall, side
walls, and top wall have a lower stiftness than the exter-
nal shell;

placing the hollow insert in the cavity.

17. The method of claim 16, wherein the step of molding a
base portion and a lid portion of an external shell comprises
blow-molding the base portion and the lid portion of the
external shell using a single mold.

18. The method of claim 16, wherein the step of forming a
cavity in one of the base portion or the lid portion of the
external shell comprises removing a section of a surface of
one of the base portion or the lid portion.

19. The method of claim 16, wherein the step of molding a
hollow insert comprises blow-molding.

20. The method of claim 16, wherein the step of molding a
base portion and a lid portion of an external shell comprises:

blow-molding the base portion using a first mold;

blow-molding the lid portion using a second mold; and
joining the base portion and the lid portion by a hinge.

#* #* #* #* #*



